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PERFORMANCE SPECIFICATION
ADMESIVE, EPOXY, TUQ PART FIBER 0PTICS

This specification is approved for use by the Naval Ses Systems Command, Department of the Navy
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and is available for use by all Departments and Agencies of the Deoartment of Defense.

1. SCOPE

1.1 Scope. This specification covers the requirements of a 100 percent solid epoxy adhesive for bonding
optical fibers to metal and ceramic fiber optic connector and terminus ferrules.

2. APPLICABLE DOCUMENTS
2.1 Goverrment documents.

2.1.1 Specifications, stsndsrds, snd hendhooks. The fol
form a part of this document to the extent specified herein. Un
documents are those listed in the issue of the Department of Def
(DODISS) and suppiement thereto, cited in the solicitation (see

ing emz-lfn-.r‘nn: standaras, and handhooke
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less otherwise spec1f1ed the issues of these
ense index of Specifications and Standards
6.2

SPECIFICATIONS
FEDERAL
QQ-A-250 - Aluminiem ang Aluminum Alloy Plate ang Sheet: General Specification for
0Q-A-250/4 - Alumi Alloy, 2024, Plate and Sheet.
MILITARY
MIL-M-83522 - Connectors, Fiber Optic, Single Terminus, General Specification For.
KiL-C-83522/16 - Comnector, Fiber Optic, Singie Terminus, Plug, Adapter Styte, 2.5
Millimeters Bayonet Coupling, Epoxy.
STANDARDS
FEDERAL
FED-STD-313 - materiai Safety Data Transportation Dats and Disposei Date for Hazaraous
Materials Furnished to Goverrment Activities.
MILITARY
MIL-STD-129 - Marking for Shipment and Storage (Part 1 of 4).
MIL-STD-1344 - Test Methods for Electricsl Connectors.
MIL-STD- 1678 - Fiber Optics Test Methods and Instrumentation.
MIL-STD-2042 - Fiber Optic Topology Installation Standard Method for Naval Ships.

MIL-STD-2196 - Glossary, Fiber Ootics.

MIL-STD-45662 - Calibration Systems Requirements.

(Uniess otherwise indicated, copies of fecersl and military specifications, standards, and handoooks are
available from the Defense Printing Services Detachment Office, Buiiding 4D (Customer Service), 700 Robbins

mee e Bed ) monia ) s i a [} 104914 .EnC2
Averiie, rnl\M\uuu, PA, 19111-50%4.)

( Beneficia. comments (recommencations, additions, deletions) snd any pertinent data which may be of use
in uu:roving this cocument shouic be adoressec to: Commenoer, Navai Ses Svstems Command, SEA 03K12,
orcY o= bk b VAT <L W & o SOy - P TS R T 1 o - o

|
i 8531 Jjefferson Davis n\gnuay, AFiington, VA d22&c¢- JIDU by using the StancarGiZation Document inDrovement :
| Proposai (DD Form 1426) appearing at the end of this docunent or by letter. !
L

—
AMSC K/A FSC 6070
DISTRIBUTION STATEMENT A. Approved for public release; distribution is unlimited.
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2.2 Non-Government publications. The following documents form a part of this document to the extent
specified herein. Unless otherwise specified, the issues of the documents which are DoD adopted are those
Jisted in the issue of the DODISS cited in the solicitation. Unless otherwise specified. the issues of
documents not listed in the DODISS are the issues of the documents cited in the solicitation (see 6.2).

AMERICAN SOCIETY FOR TESTING AND MATERIALS (ASTM)

ASTM D542 . Standard Test Method for Index of Refraction of Transparent Organic
Plastics.

ASTM D570 - Standard Test Method for Water Absorption of Plastics.

ASTM D696 - Standard Test Method for Coefficient of Linear Thermal Expansion of
Plastics, Between -30°C and 30°C.

ASTM 01002 . Standard Test Method for Strength Properties of Adhesives in Shear by
Tension Loading (Metal to Metal).

ASTM D2240 - Standard Test Method for Rubber Property - Durometer Hardness.

ASTM D2393 - Standard Test Method for Viscosity of Epoxy Resins and Related
Components.

ASTM D2471 - Standard Test Method for Gel Time and Peak Exothermic Temperature of
Reacting Thermosett1ng Resins.

ASTH D2566 - Standard Test Method for Linear Shrinkage of Thermosetting Casting
Systems During Cure. o . .

ASTM D3418 . Standard Test Method for Transition Temperatures of Polymers by Thermal

Analveic
ANaYS1S.

AST™ E595 - Standard Test Method for Total Mass Loss and Collected Volatile
Condensible Materials from Outgassing in & Vacuum Environment

(Application for copies should be adaressed to the American Society for Testing and Materials, 191& Race

Streel. Pniladeiphie, PA 15103.)

(Non-Government standards and other gub11cat ons are normally avaiiable from the organizations that
prepare of distribute the documents. These Goc'"r.ts may alsc be availabie in or through libraries or other

informational services.)

2.2 Qrge- of precedence. In the even: of a conflict between the text of tms document and the references
cited herein. the text of this document takes precedence. Nothxnc in this document, however, supersedes
appiicablie jaws anc reguiations uniess & specific exemption has been obtained.

3. REQUIREMENTS

3.1 First article. When specified (see 6.2). a sample shall be subjected to first articie 1nspection
(see 6.3) 1n accoraance with 4.4.

3.2 Materials. The cured adhesive material shall not produce toxic. corrcsive, or explosive byproducts.
For safety of the material, all materials are subject to a toxicological and formulations review and
inspection by the Govermment.

3.2.1 Material safety datz sheet (see 6.7). The contracting activity shall be provided a material safety
date shee at the time of contract award Tho HSDS shall be provided in accordance with the
requirements of FED-STD-313. The MSDS shall be included with each shipment of the material covered by this
crmamd fimatanm
QPEC LT ILQL U,

3.3 Composition. The adhesive shall be & two component. 100 percent solid, epoxy adhesive.

3.4 Performance requirements. The performance requirements shall be defined in terms of the mechanical,
envirommentai. and chemicat propertles.

3.4.1 Viscosity (see 4.6.1). Each adhesive component shall have 3 viscosity as specified in table I.

TABLE 1. Adnesive viscosity.

- - Iter _ Viscosity (cps) at +25°C
Part A (resin) 1.000 to 10,000
Part B (hardener) 300 to 5.000
3.4.2 Shelf life (see 4.6.2). The unmixed adhesive component s shall have a shelf life not less than 24
months at +25°C #5°C (see 6.6). The 24 month period commences on the date of the adhesive component
manufacture. The unmixed adhesive components shall meet the requirements of 3.4 When cured in-
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accordance with 3.5.5, the adhesive shall meet the requirements of 3.4.7. 3.4.8, 3.4.9. and 3.4.17 (space
application only). ’

3.4, 3 Storage temperature (see 4.6. g) The unmixed adhesive shaﬂ be capable of storag at temperatures
from -40°C to +B5°C. After storage., ihe unmixed adhesive components shall meet the requirements of 3.4.1.
when cured in accordance with 3.4.5, the adhesive shall meet the requirements of 3.4.7, 3.4.8. and 3.4.9

3.4.4 Pot Jife (see 4.6.3). The mixed adhesive shall have a working life not less than 30 minutes at
+25°C 45°T. Throughout the working 1ife. the adhesive shall be atle to be dispensed through a syringe
needle with a 0.91 mm (.04 inch) outer diameter.

3.4, 5 Cure schedule (see 4.6.4). The mixed adnesive shall meet the requirements of 3.4.6. 3.4.7, 3.4.8
249, 2410, 3.4.11. 3.2.1Z. 3.4.13. and 3.4.17 {space application only) when cured as specified {see
6.5).

Linear shrinkage (see 4 ). The adhesive shall have a linear shrinkage of not greater than 1

y (see 4.6.7). When cured in accordance with 3.4.5, the adhesive shall have a bond
. ,500 psi) at a temperature of +25°C £5°C.

3.4.9 (lass transition temperature (see 4.6.8). When cured in accordance with 3.4.5, the adhesive shall
have a glass transition temperature not Tess than +85°C.

3.4.10 Index of refraction (see 4.6.9). When cured in accordance with 3.4.5, the adhesive shall have an
index of refraction not less than 1.500.

3.4.11 C(oefficient of linear therma1 e@ansion (see 4. 6.10). When cured n accordance mth 3.4.5. the

adhesive shaii have & coefiicienc of linear ihermal expansion not greater than 85 x 107 mm/°C.

When curec' in accordance with 3.4.%5 and after expcsure te non-operating
temoerature exiremes Delween -4 v and +85°C. the adnesive shall meet tne i n

exposed to operating temperature extremes between -28°C and +85°C.

3.4.12 Water absorption (sae 4.6.11). When cured in accordance with 3.4.5, the adhesive shall absorb an
amount of water not greater than (.5 percent of the adnesive weight.

3.4.14 ldentification and marking (see 4.6.12). Al containers shall be marked in accordance with
MIL-STD-12%. The markings shall be permanent, c1ear1y visible, and 1eg1b1e Marking information shall
inciude the PIN. CAGE code. manufacturer s name, jot nmmber. and date of manufacture

3.4,15 Workmanship (see 4.6.13). A1l adhesive material shall be uniform in quality and free from foreign
material or any gefects detrimental to the fabrication or performance of the adhesive.

3.4.16 Connector compatibility gsee 4.6.'4). The adhesive shall securely hold an optical fiber within a
fiber optic connector. the aghesive T restrict axial movement of the optical fiber with respect to the

3.4.17 Outgassino (see &.6.15) (space applications only). The cured adhesive shall have a total mass

Joss (TML) of = 1 percent anc a coliected volatile condensible material (CVCM) of s 0.1 percent.

3.5 Shipping. Adhesive material shall not be shipped on any order tc this specification if the shipping
date is greater than 90 days from the manufacturing date.

4. QUALITY ASSURANCE PROVISIONS

4.1 Responsipility for inspection. Unless otherwise specified in the contract or purchase order. the
contractor 15 responsipi€ for tne performance of all inspection reguirements (examinations and tests) as
specified herein. Except as otherwise specified in the contract or purchase order, the contractor may use

ms own or any other facﬂ t1es smtable for the perfomance of the msPectwn reqmrements spec1ﬁed
herein, uniess disa gFOVEO by the Goverrment. The Government reserves the right to per form any of the
inspections set forth in this specification where such inspections are deemed necessary to ensure supplies

and services conform to prescribed requirements.

4.1.1 Responsibility for compliance. A1l items shaH meet al) reqmrements of sectwns 3 and 5 herem
The inspections set forth in_tmis specification shall become a part of the contractor's overall inspection
system or quality program. The absence of any inspection requirements in the specification shall not

relieve the contractor of the responsibility of ensuring that all products or supplies submitted te the
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Govermment for accegtance comply with all requirements of the contract. Sampling inspection, as part of
manufacturing operations, is an acceptable practice to ascertain conformance to requirements, however, this
does not authorize submission of known defective material, either indicated or actual, nor does it commit
the Government to accept defective material.

4,2 C(Classification of inspections. The inspection requirements specified herein are classified as

follows:

184

2. First contract inspection (see 4.3).
b. First articie inspection (see 4.4).
¢. Quality conformance inspection (see 4.5).

4.3 First contract inspection. First contract inspection (see 6.4.1) is applicable only on the first
acquisition of a2 particular product under this specification. First contract inspections (see 6.4.1) shall
consist of the tests listed in table II and shall be conducted in conjunction with first article

inspections. The material submitted for testing shail be representative of the production process.

TABLE Il. First contract inspection.

Inspection Requirement Test Sample size

Identification and marking 3.4.14 4.6.12 A1l umits
Index of refraction 3.4.10 4.¢€.9 1/
Water absorption 3.4.13 4.6.11 1/

Connector compatibiiity 3.4.1¢ 4.6 .14 3 connector

assemblies

1/ Three specimens shall be usec from units selected at random from the first contract sample.
The specimens shall have been cured 1rn accordance with 3.4.5.

4.3.1 Sample. The sample submitted shail be & number of units of the same PIN sufficient to compiete all
of the inspections.

3.2 Inspection routine. The sample shall be subjected to the inspe ns specified in table I! 1n the
Euocm. The tests identified in table 1! may be performed at the same time as the tests identified in

T
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4.4 First article inspection. First article inspection shall consist of all the tests listed in
table ITT. The material submitted for testing shall be representative of the production process.

4 4.1 Sample. The sample submitted shall be a number of units of the same PIN sufficient to complete all
of the inspections.
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TABLE I11. First article inspection.

Inspection Requirement Test Sample size
identification and marking 3.4.14 4.6.12 All units
Workmanship 3415 4. 6.13 A1l units
Viscosity 3.4.1 4.6.1 1/
Shelf life 3.4.2 4.6.2 2/
Storage temperature 3.4.3 4.6.2 3/
Pot Tife 3.4.4 4.6.3 1/
Cure schedule 3.4.5 4.6.4 4/
Linear shrinkage 3.4.6 4.6.5 5/
Hardness 3.4.7 4.6.6 5/
Bond strength 348 467 5/
Glass transition temperature 3.4.9 4.6.8 Y
Coefficient of linear thermal 3.4.11 4.6.10 5/
expansion
Temperature 3.4.12 4.6.10 6/
Outgassing 3.4.17 4.6.15 1/
1/ Three specimens shall be used from units selected at random from the first article samp’le
2/ Twelve specimens shall be used from units selected at random from the first articie sample.
3/ The same specimens shall be used as are used in the shelf 11fe inspection.
5/ Fifteen specmens shaH be used frou un1ts selected at random fror the first article sample.
5/ Three specimens shall be used selected from the specimens used in the cure schedule inspection. _
&/ The same specimens shall be used as are used in the coefficient of linear thermal expansion inspection.
4.5 Qualitv conformance inspection. Quality conformance inspection shall consist of the inspections and
tests specified for group A inspection (table 1V). group B inspection (table V) and group C 1nspection
(table VI) as specified (see 6.2).
4£.5.1 Group A Inspection. Group A inspection shall consist of the tests listed in tabie IV conductec n
the order shown.
TABLE IV. Group A_inspection.
Inspection Reguirement Test
Identification and marking 3.4.14 §.6.12
5
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45.1.1 Sampli lan. Group A inspections shall be performed on 100 percent of the product supplied
under this specification. There shall be no failures.

4.5.1.2 Rejected lots. If an inspection lot is rejected. the contractor may rework it to correct the
defects. or screen out the defective units (1f applicable), and resubmit them for inspection. Such lots
shall be separate from new lots. and shall be clear]y identified as reinspected lots.
4.5.1.2 Disposition of sample units. Samples that nave failed group A inspection shall not bé delivered
or submitted for group B testing.
4.5.2 Group B inspection. Group B inspection shell consist of the tests listed in table V conducted in
the order shown. aroup B inspections shall be made on sampie units that have passed group A inspection.
TABLE V. Group B inspection.
Inspection Requirement Test
Workmanship 3.4.15 4.6.13
Cure schedule 3.4.5 4.6.4
Hardness 3147 4.6.6
Bond strength 3.4.8 4.6.7
£.5.2.1 Samoling plan. Three sampie units shall be selected from each lot of material supplied under
this specification. i1here shall be no failures.
4.5.2.2 Rejected 1ots. If an inspection lot is rejected. the contractor may rework it to correct the
gefects. or screen out the defective units (1f applicable), and resubmit them for inspection. Such lots
shall be separate from new lots. and shal] be c]earr) identified as reinspected lots.

£.5.2.2 Disposition 0f sampie units. Samplec tnat have failed grour B inspection shall not be delivered
or submitted for group C testing.

4.5.3 Periodic inspection. Periodic inspection shall consist of group C inspection. Excep. uhere the
results of these 1nspections show noncompliance with the apnl1cab|e test reguirements {see §.5.3.1.4
aeiivery of products wnich have passed group E shall mot be delayed pending tne results of these ©3
article verification inspections.

rst

4.5.3.1 Group C inspection. Group C inspection shall consist of the inspections specified in table VI in
tne oraer shown. Group C inspections shall be made on units that have passed tnhe group B inspection.

TABLE VI. Group C inspection.

Inspection Reguirement Test
Viscosity 3.4.1 4.6.1

Shelf 1ife 3.4.2 4£.6.2

Storage temoerature 3.4.3 4.6.2

Pot life 3.4.4 4.6.3

Linear shrinkage 3.4.6 4.6.5

Glass transition temperature 3.4.9 4£.6.8
Coefficient of linear thermal 3.4.11 4.€.1¢

expansion B

Temperature 3.4.12 4.6.10
Outgassing 3.4.17 4.6.15

..... £ AL

453.1.1 Sampling pian. Every 36 months. a number of units of the same PIN, sufficient to comp
of the inspections. which have passed group B inspection shall be selected.

6
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shall be consTdered to have failed.

4.5.3.1.3 Disposition of sampie units. Sample units that have been submitted to group C inspection shall
not be delivered.

4.5.3.1.4 Noncompliance. If a sample fails to pass group C inspection. the contractor shall notify the

contracting activity of the failure and take corrective action on the materials and processes. or*both, as
warranted, and on all units of product which can be corrected and which were manufactured under essentially

the same cond1tmons with essentwal]y the same mater ials, processes, anc which are considered subJect to the
same faiiure. Acceptance of the product shall be discontinued until corrective action. acceptabie to the
contracting activity has been taken. After the corrective action has been taken. group C inspection shall
be repeated on additionaT sample units (all inspection tests or the inspection test which the original
Sal-np'}e failed. at the option of the contracting sctivity). Group A and group 8 inspections may be
reinstituted: however, final acceptance shall be withheld until the group C 1nspection has shown that the
corrective action was successful. In the event of failure after reinspection, information concerning the
failure and the corrective action taken shall be furnished to the rnnfr'a(-flnn arfnnfv

TLLIVE 8LV |8 LS4 4] L=t 8¢ (191 8 (194 8

4.5.3.1.2 Failures. If one or more specimen or sample units fail to pass group C inspection, the sample

4.6 Methods of Inspection.

4.6.1 Viscositv (see 3.4.1). Each adnhesive com?onent and the mixed adnesive shall be tested, using a
viscometer, in accordance with ASTM D 2393 and tabie VI1
TABLE VII. Viscometer specifications
Iter tested Spindie | Speed
Resin 7 20
Hardener 5 4

4.€.2 Acceleratec shelf life/storage temperature (see 2.4.¢ anc 3.4.3). Tne unmixed adhesive components
shall be exposec to @ teme"ature of +85°0 2£°C for 150 hrs. After exposure. part of the ummixed adnesive
components shall be subjected toc the test snm-'gf\_ed in 4_{_1. The remainder shall be cured in accordance
with 3.4.5. and subjected to the tests specified in 4.€.6. 4.6.7. 4.6.8, and 4.6.15 (space application
oriy).

4.6.3 Pot life (see 3.4.4 One hundred grams of adhesive components snall be mixeg and tested in
accordance with ASTR U Z471i. Four grams of the mixed material shall be inserted into & syringe and the
requirements of 3.4.4 periodically verified.

4.6 4 (Cure schedule (see 3. 4.5), The adhesive components shall be mixed and cured in accordance with
3.4.5 (see £.5). Tne quantities of adhesive cured shall be as required to complete the tests specified in
4.6.5 through 4.6.11. During cure the adhesive shall be subjected to the test specified in 4.6.5 Ihe
cured adnesive shall then be subjected to the tests specified in 4.6.6 through 4.6.11 and 4.6.15 (space
application only).

4.6.5 Linear shrinkage (see 3.4.6). The adhesive shall be tested in accordance with ASTM D 2566 or
equivalent.

4. 6.6 Hardness (see 3.4.7). A 24 am slab of cured adnesive shall be teste¢ in accordance with ASTM O
2240.

4.6.7 Bond strength (see 3.4.8). The cured adnesive shall be tested in accordance with ASTM D 1002 using
acid etchea atuminum bars (QG-A-250/4). Tne thickness of adhesive material between the two aiuminum Dars
shall be 0.13 £0.03 mm (0.01 £.001 inch),

1

4. 6.8 Glass transition temperature (see 3.4.9).
ASTM D 341F using a Differential Scanning Laiorimeter, o

A £ 1n =y Q 1 v 3
w.V.4V =~ e . v L]
initially S t - 2 r. e Cu t in
accordance with ASTM D 696 or equivalent. The test shall be performed at 11 equally spaced temperatures
cnannina tha nnarating tamnarature ranae cnacifiad in 2 4 12
Jyuvuunu vive VP‘I “bll'u I.C"IP\'.I LU LT Uiy JP\-\—II LAY ) 11 Do .40 .
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4.6.11 Water absorption (see 3.4.13). The cured adhesive shall be tested for 24 hours in accordance with
ASTM D 570 or equivalent.

[a AR Y= v

4.6.12 Identification and marking (s e 3.4.14). The adhesive containers shall be visually examined for
conformance with the requirements of 3.4.14.

A L 19

4.0.140
the requirement

4614 3. be e d u e
assembly o iber 1 onnector. The or
shail be assempleo n accoraance with MIL-STD-2042 except that the connector shail not be cr 1mped to the 900
um fiber. The connector assembly shall be exposed to the tests specified in 4.6.14.1 through 4.€.14.3 in

the order listed.

4.6.14.1 Thermal shock. The
MIL-STD-1344" method 1003. The

Aftar +he toct tho ~Aannactnar ace
ATLED LT LTIL UKD LUt Lur gaotiiw

optical interferometer.

e —y

ow temperature extremes shall be -40°C and +85°C. respect1ve1y
nn noaAd

a far fihnr nict nrunn nr1 a nrnfilamatar Ar an
D€ examined 7or Tiper pistoning using & proviomeler or an

4.6.14.2 Humiditv cvcling. The connector assembly shall be

method 4030.

4.6.14.3 Fiber retention. The connector assemblyv shall be tested by appiving a tensile force of 14.0 N

(3.1 pounds) on the G900 (m fiber for one minute. After the test the connector assembly shall be examined
for fiber pistoning using a profilometer or an optical interferometer.

4. €.15 OQutgassing (see 3.4.17). The cured adnesive shall be tested in accordance with ASTM £ 895,

5. PACKAGING

(Packaoing reguirements specified herein apply cniy for direct Government procurement.)

j Dambkanisnn moniis mamame ¢ The adhacius ~nmemnnmée elall ko nasbama~ 2c moamiimas (can £ 21 a2 narkad

Jed ra_Rgu s TEOUIT NS LD, IR QUIFCO TYT LUMRAZIRTTIL S Slict | U PALROoV PGS TTJYUITTU LOTT U‘L; Qi pPauATu
tc ensure tnat the material 1s received in undamagec condition when shipped by & common carrier

€. NOTES

{(Tmis section contains informatior of & generc
mandatory.)

6.1 Intended use. The adhesive covered by this specification is intended for use with fiber optic
connectors in Tixed plant, tactical, shipboarc. aerospace. and spaceflight applications

\‘
a. Titie. number. and date of this specification.

b. Issue of DODISS to be cited in the solicitation, and if required. the specific issue of the
individual documents referenced (see 2.1).

c. Type of adhesive primary packaging required (cans: tubes: premeasured 2 gm. 4 om, or 8 gm packages:

rroLein pr €-m 1 Xtul
d. Type of adhesive secondary packaging required {(none, a2irtight bags. airtight canisters).

6.3 First article. Wnern first article inspection is required. the items should be a first article
sample. Tne first article should consist of 2 mimimur of 4 units. The contracting officer shoulc alsc,
1nCiuge sneciﬁr 1INSTructions 1n acquisition gosuments rpaarmm arrangements for examinations, approva. of

first article test results. anc dispasition of first articles. Invitations for bids snould provige that the
Government reserves the right to waive the reguirement for samples for first articie inspection to those
bidders offering a product which has been previously acquired or tested by the Government, and that bidders

offering such products who wish to re1y on such productwon or test must furnwsh evidence w1th the bid thgt

prmr DUVET""E"L a p(UVdI Ib plEbEﬂLly appropr ICLE wr \.ne pemmg LU!lLT‘dLL Ulllt.'sb bpe(.” lLdl |_Y lt‘qu!fbl.t'u
to do so in the solicitation, bidders should not submit alternate bids.

erin ons. eTiInitions o ve 1N aClordante w U- e i
6.4.1 First contract. The first contract is considered to the first contract under which a
maniifartiroarn e matarial ic einnliad A anu armirina artivity nndar thic enordifiratinn
magruilagueLul i <2 mgLct 1a) L] JUVV‘ 1TCU LU ary GLUuU I tity aLiLivie UIc LTS apTLirivacivig,
o)
v
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6.4.1 First contract inspection. First contract inspections are inspections required in addition to

first articTe inspections for the first contract in which this specification is invoked. First contract
inspections are intended to evaluate basic material properties that are primarily a function of the product

formulation, not the product manufacturing process.

6.5 Part or ldentifving Number (PIN). The PIN for this adhesive shall consist of the basic specification
number. a one characier cure schedule 1dentifier. and an optional space flight appiication identifier as
shown in the following exampie: ’

H24782
.

Basic specification number —— —

- A
Cure schedule identifier (see table VIID) ——J

|
|
|

Space fiight appiication
TARLE VII1. Cure schedule identifiers.
Cure scheduie identifier Cure schedule
A 20 +1 minutes at +120°C 23°C
B 10 11 minutes at +100°C £3°C

C 2 +] minutes at +25°C «£3°(

6.6 Shelf 1ife. Products acquired to this specification should not be useg for fiber optic termination
purposes unager any conditions if the date of manufacture has passed by more than 24 months. 1f products
acguired to this specification are exposed to temperatures higher than the temperatures specified 1n 3.4.2,
the she)f 1ife may be decrease¢ and the manufacturer should be contactec to determine the appropriate shelt

9% e emwilA mou the temperature specified
]

ALCVSTU LV o gLttt

e under the actuzl storage conditions. Storage conditions SnoUid mever exceed tht 1&W
n4 6.2,

€.7 MSDSs. Contracting officers will identify those activities reguiring copies of completed MSDSs
preparec 1n accordance with FED-STD-313. The pertinent Government meiling aadresses for submission of data
are listec in FED-STD-313.

6.8 Subject term (key word) iisting.

Bonding optical fibers
Connectors

Cured adhesive components
Epoxy adhesive

Shelf 1ife
Custodians: Preparing activity:
Army - CR Navy - SH
Navy - SH
NASA - NA Agent:
DLA - ES
Review activities:
Army - M} (Project 607C-N0OOZ-1)
Navy - AS. EC. YD
Air Force - 17. 19, 80, 85, §%
DLA - ES

Source: https://assist.dla.mil -- Downloaded: 2016-12-10T06:14Z
Check the source to verify that this is the current version before use.



STANDARDIZATION DOCUMENT IMPROVEMENT PROPOSAL

INSTRUCTIONS

1. The preparing activity must complete blocks 1. 2. 3. and 8. In block 1. both the document number and reviston
letter should be given.

2. Tne submitter of this form must complete blocks 4. 5. 6. and 7.

5. Tne preparing activity must provioe & reply within 30 days from receipt of tne form

NOTE  This form may not be used Le request copies of GoTumenis fiom 1¢ "equest weiver:s or (1a
requirements Qr current contracts (omments submitteg or tris form go nol constitule or amply
walve any porticr of the referencec gocument(s) or 1¢ ameng contreCtue!t requirements

£ RN 2
i

N ot
LIS ROY- RORACHA NN Ui

authorization ¢

~

a2
' 21

WMME R : ' : M
T RECOMMEND A CHANGE: | o freg wor ¢ ome e

3. DOCUMENT TITLE
ADHESIVE . EPOXY. TWD PART, FIBER QPTICS

4. NATURE OF CHANGE (Identify paragraph number and include proposec rewrite. if possible. Attach extra sheets as
needed. )

£. PREPARING ACTIVITY TECHNICAL POINT OF CONTACT (POC):

s NAME MS. Karen Lomg | . 1¢iepuoN: (Inciuge Ares Code!
SEA 03K1222 | (1) Comercie! (2) AUTOVON 279-7940 %993
- T ; ne 2hn ve s 332-7240 X223
¢. ADDRESS (Include Zip Code) | IF YOU DO NOT RECEIVE A REPLY WITHIN 45 DAYS. CONTACT:
Commander, Naval Sea Systems I Defense Quality and Standardization Office
Command, SEA 03R42, 2531 5203 Leesburg Pike, Suite 1403, Fells Church. VA 220413466
Jefferson Davis Hwy., ARL, \J‘.! 77;2?“2'}‘3687 3) 756-2340 AUTOVON 289-2340
T AR RAT B8 . S e sl /
Uy rorm 140, ULI oY Previous editions are obsolete 186/290

Source: https://assist.dla.mil -- Downloaded: 2016-12-10T06:14Z
Check the source to verify that this is the current version before use.



